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ABSTRACT 

The United States Training and Employment Service 
General Aptitude Test Battery (GATB) , first published in 1947, has 
been included in a continuing program of research to validate the 
tests against success in many different occupations. The GATB 
consists of 12 tests which measure nine aptitudes; General Learning 
Ability; Verbal Aptitude; Numerical Aptitude; Spatial Aptitude; Form 
Perception; Clerical Perception; Motor Coordination; Finger 
Dexterity; and Manual Dexterity. The aptitude scores are standard . 
scores with 100 as the average for the general working population, 
and a standard deviation of 20- Occupational norms are established in 
terms of minimum qualifying scores for each of the significant 
aptitude measures which, when combined* predict job performance. 
Cutting scores are set only for those aptitudes which aid in 
predicting the performance of the job duties of the experimental 
sample- The GATB norms described are appropriate only for jobs with 
content similar to that shown in the job description presented in 
this report. A description of the validation sample is included. 
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Summary 



The GATB was administered to 51 workers in the Trimming Department of the 
Titan Metal Manufacturing Company, Bellefonte, Pennsylvania, in June, 1S50. 
The purpose was to develop test norms to select entry workers vho could he 
transferred from Job to job as production bottlenecks developed. A total 
of 31 Machine Tool Operators (26 men and 5 women) were selected from the 
original sample as the final sample on which to develop the test norms as 
these were the main skill occupations in the department wherein Jojb trans- 
fer would be chiefly effected. The employees; were rated by the Division 
and Department Foremen. In addition, production efficiency ratings based 
on work produced were obtained. The aptitudes found to be significant for 
tho Job were Intelligence, Aiming, and Manual Dexterity. 



GATB Norms for Turret-Lathe Operator 604.7 8 2 , Drill Press Operator 
'fins vfl’?., and Punch Press Operator I '615.782- ■ 

/ 

Table I shows the minimum acceptable score for each aptitude included in 
the test norms for Turret-Lathe Operator 60^,782 Drill Press Operator 
-'6Q6.782* and Punch Proas Operator I 615-.782 1 . 
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TABLE I 

Minimum Acceptable Scores for B-lOOl 





Aptitude 


Tests 


Minimum Acceptable Aptitude Soores 




G 


CB-l-H 
CB-l-I 
OB— 1— J 






A 


CB— 1— 0 
CB-l-K 






M 


OB— 1— M 
CB-1»N 


: ; .75 


0 
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Effectiveness of ITorns 



2 



The data in Table V indicate that 9 of tho 13 poor workers, or 69/5 of 
them, did not achieve the minimum scc-es established as cut tin,' fj scores 
on the recommended test norms. This shows that 69 $ of the poor workers 
v.'ould not have been hired if tho recommended teat norms had been used in 
the selection process. Moreover, 15 of the 19 workers who made quolify- 
'in” test scores, or 79 / 5 . were good workers. 













TECHNICAL BEP0B2J 



I* Problem 



c 1 

This study was conducted to determine the toes t combination of aptitudes 

' ^erator' mU 604f782 6 a ° ndrm ® of Turret-Lathe 

6fs:782 # • *• JDrilX Prese °P°^or Y ;/** ■ and Punch Press Operator 



XX. Sample 



n°.vSi e »i"^ al ^r’i e °° y^ Ch thS ” or »f> ««« standardised consisted of 
31 ..acaine -tool Operators, (26 men and 5 yoraen) , all of whom had 20 or 

is 10 ro TS^ret e Xthe e o Ce thSS ~ operati . on ®- The breakdown by occupation 
f® :^ et " La ^ he °P e rators. Glass I, 4 Turret-Lathe Operators Claes II 
10 Punch Press Operators or Blankers, and. 7 Drill Press Operators. * 

f-oviJ ain 1 Pr + ble ? 4 i I l J the Triramin S Department xvas to develop norma which 
. Id select J^ivlduals who could be interchangeable in the various Jobs 



as this is a “job" plant and workers'm^'t'b^rbir^rt^r^r^X^f 
*°C“S wWW. 1)c davelpp orfer 

mal1 sam Pl es of all workers in the department were 

J°° e ” pl!,yee3 ln ‘»= Trlmminfl Deppjtmor.t were tested 
fL??! i.V , . i18 Preliminary data. This was the total available 

dopartnent^ ST* ;” ° f 31 worlcora OTOT 4 5. five traasfers to other 
w . 13 ! ° rs nc “ «'» '“> sickness, absence or no ei- 

per.ience in machine tool operation. Of the 51 tested, 7 were eliminated as 

4 Pi ckl 2 s rSf S the? Un3kille 5 occu P ationa <1 Scrap Man. 2 Truckmen, and 
at or s* 1 Set— un for COffl P flrin £ them with Machine Tool Oper- 

effici JLv Man was eliminated as ther^ was no available production 

efficiency ratings to compare him with Machine Tool Operators- 1 Drill Press 

? P Sr i t ?V' aa eXirai ^ ted of over-a,;3. and 5 Lathi ^^.tors cLasfll 

ated due to^nsufff 1** * + 2 1X1111011 Pr ess Operators , and 2 Grinders were elimin-* 
with let* th£ Iff t experience. A scatter diagram indicated workers 
is the Xt™^£ year experience with the .exception of one Grinder, which 
Experience in^thi «*< ° P b f 1<>W ! he critica l production efficiency rating. 
w2 rrilnS bi? eXPer Jwf Ced ^° UP rBJl '' e4 ^ om 3 to 11 months. There 
in the^sample this Gyoup and the ^least eaqperienced v/orker left 

i*erSLl^ c ^ inclusion of this d-up would 



Selection for workers in this deportment is based on an interviow and 
general physical examinatioh. The interview determines economic necessity 
to work, desiro for Jot; interest, mental alertness, mechanical inclination, 
etc. There are no experience requirements; educational reouiroments are 
6th grade or better; minimum height 5 ' 4“ , end weight minimum 130 lbs. Uo 
other selection devices are used. 

..Table II shows the means, standard deviations, ranges, Pearson product- 
moment correlations with 'the criterion, and standard errors of correlation 
for age, education, and experience on the Job. Because of the small num ber 
in each sample, no separate computations were made for the individual Jobs. 



TABLE II ' 

keans (M) „ Standard Deviations (c) Ranges, Pearson 
Product— Moment Correlations with the Criterion (r),'<and the 
Standard Errors of Correlation (oy) for. 

Ago, Education end Experience 

j 

Turret— Lathe Operator 604.782--'- 
-Drill Press Operator 606.732 
Punch Prass Operator 1 & 15. 782 
»-51 





M 


or 


Range 


r 


°r 


Age (years) 
Education (years) 
Experience (months) 


34.4 

9-5 

-P3.o ^ 


7.S 

1.7 

65.4 


21-45 

7-12 

20-211 


.122 

.413 

.363 


.ISO 

.151 

.159 



The mean age of 34.4 with a standard deviation' of 7.S does not indicate 
vhcvfc age is operating as a selection factor . However, workers in this 
department tend to be in the higher age brackets. The age factor is 
controlled at ^5 for this sample, and, therefore, age has not affected 
efficiency to any great extent as indicated by the low correlation between 
£ 0 o end production efficiency ratings of .122 with, a standard error of .ISO* 
lha low correlation and slightly higher standard error indicate that age 
■ is not affecting the criterion and is not related to success on the Job. 

The^meaa °f 9.5 oa education with a standard deviation of 1,7 and range of 
7-12 does not seem to indicate that education; is serving as a selection facto* 
The significant correlation with production efficiency ratings of .4-13 with a 
standard error of .151 seems to indicate that • education is important to the 
Job and that a measure of intelligence is important for predicting success. 



This high correlation is not the rosult of mochnnical. ability as demon- 
strated by success in high school vocational courses as the only courcos 
indicated "by the persons in the sample are general or .academic. Because 
of the small sample, it was not possible to hold education constant. 



■The mean of II3.0 months for experience and standard deviation of £^,b indicate 
a high degree of experience for most workors on the Job. The correlation of 
.363 with a standard error of .159 indicates either that experience is affect- 
ing production efficiency ratings, or that experience is important for success 
on the job. It was not possible to hold the experience factor constant be- 
cause of the small size of the sample.. 



Job Descriptions 




Turret-Lathe Operator (Class I) 60ft ,782 



• Job Summary: 

Operates a Turret Lathe, performing’ various machining operations on 
forgings, die castings, and stock of brass and bronze metals; cuts, threads, 
forms, shapes, drills, reams, etc., these metals to specifications provided 
by blueprints from the Engineering Department, Set-up on machines make opera- 
tions relatively -simple for lathe hand; machine is fitted with stop's, 
machine feed, semi-automatic tools, etc. , requiring a minimum of judgment 
by the operator. Work varies in exactness of tolerance fro 4 »0Q2 B to 

. .010''. (G, N, S. A, P, M) * ‘ 

; • 

Work Performed; 

Inserts metal forgings, castings, or stock in holding fixture of chuck. 

This is usually done manually using compressed air chuck or lever con- 
trolled chuck. (A, M) 



Selects appropriate spindle and shifts spindle to perform first operation, 
moves cutting tool to position for first cut, then adjusts machine feed or 
performs cutting operation manually. (G, N, A. E, M) 



Reverses turret and/or cross slide from working position at end of each 
operation by turning hand wheels or moving levers. (U) 

Rotates (indexes) turret and/or cross slide to present proper tools for 
next step in operations. Carries through each stop until all operations 
have been performed. (G, II, A, I, M) 

Removes finished part, inspects and repeats operation using new part to 
be processed, (II, P, 14) 

Set-up Man (Head) assigns jobs according to difficulty of work perforated. 
Experienced operators are expected to make minor adjustments and altera- 
tions to ruachinos without aid from the set-up man; -when tools becorao dull. 



- O — 



operat°r is expected to remove them, have then sharpened paid sot up the Job 
in its original form. Once the Job has been aet up and the operator takes 
over, ho is supposed- to know the requirements of the Job and produce porta 
on tl^e machine without further aid. * 



Tiirr et— Lathe Operator (Class II) 604,782 

r"" " 



J ob; Summary; 



*4 , 



Performs work on same machines as Turret-Lrthe Operator (Class I) but 
type of work is not nearly so close or exacting. Typical Jobs include 
facing, couplings, chasing threads, threading internal diameters. drill- 
ing, boring, and finishing cuts on internal and external surfaces. 

Work Performed; 

Major differ encos in this worker 1 s Job and that of Operator (Class I) 

: ^’° rlC tolerances) and adjustments made to an chine. 

1/hen Job is not functioning properly , ..operator or inspector calls it to 
set “ u £ “ fuQ v/ho ^*lces necossary changes in machine operation 
« altering stop di stance, increasing and decreasing cutting dis- 
tance or diameter of form tools, reamers, etc; 

SoL!7oi°h iC i " apo ° tio f r of processed using gages provided by 

Inspection Department. Work is frequently chocked by Machine Inspector 
assigned job by the Chief Inspector* 

Drill Press Operator (Class II) 606.782' 

J ob Suz.im&ry: • 

Operates a single spindle drilling machine which drills holes in brass 
ana. bi onze forgings; also finishes holes by reaming, countersinking, 
counterboring, or spot facing. 

Work Performed: 

Wipes machine with cotton waste to remove dirt, drillings, and Chips. 

'^i tB *y°w le . t0 - ^ dril1 table manually and places piece to bo drilled in 
jifi which is fastened to drill table. 

Pulls down hand feed lever tc force rotating tool into work until cut 
toclsf r om^cut propor <lepth * Reverses hand lever to withdraw rotating 

iS fft8tonad in Jitfs which cm be swung from one drill 
JJS^ia.mu$r2;,'f Ur anoh tho operator Urnfllio a 

ITote: frill Press Operator I is assigned further duties of Set-up to 

t|\LL ,, assist Set-up Man,- lt-75. ifo. ^en needed. Works from blueprints. 




Punch. Press Operator I . 615*782 



Jot Sixu-iary; 






*“■ 



p*$ 
*: ■ 



Operates £md sets up punch press to trin) flashing and oxooss motal from 
brass forgings and castings. Performs stamping, piercing, siring, shap- 
ing, bending, and cold striking of a variety of brass rods, strip forgings, 
casting and automatic parts* 

Work Performed; 



Sets up machine by selecting die manufactured in Tool Hoorn for specific 
job and fastens same to bed of press uaj.ng bolts, clamps and hand wrenches* 
Dies arc stored by number corresponding* to part number in Die Crib* At- 
. t ten dan t or Operator selects the assembly* 



Attaches upper half of die (commonly called cutter or punch) to bottom 
end of ram with contact facing downward. 



Jidjustc raia upward or downward by means of adjusting nut attached to ram 
head. Guide pins attached to lover half of blanking die cue used to align 
upper hf If of die and lower half* Adjustment of ram must bo made to pre- 
vent guide from damaging upper half of die* This involves correct clearance 
and alignment. 



Lifts box of fergea, cast sawed parts to work tabic. Proceeds to perform 
the specific operation whether blanked ^ . pierced, sized, shaped, bent, or 
cold struck. Lilting is aided by Hand Trucker who has primary responsi- 
bility for moving material. 

Places empty box under chute to catch finished parts or on work table on 
opposite side of punch press where parts ©re trimmed* 

i^nnps together rings attached to straps worn on wrist of each hand. These 
rings are attached to safety cords which pull the hand^ away from die open- 
ing when upper half of die is descending], 

Places part to bo processed on lower die; steps on pedal with right foot. 

This action engages clutch which causes crank to rotate. This rotation moves 
the die assembly attached to the head downward and forces the part through 
the stationary die. A blast of 'compressed air may be used to automatically 
eject the part into a chute. 



Helps load boxes filled with pert® trimmed, eta* , .by lifting upon skid* 




ERIC 



May make minor adjustments to machine such as adjusting clutch, clearance, 
air lines, etc', • -•.-■■■ 'j 

^ Experimental Battery ■ • 

7’^U of the tests of the GATB, with the exception of Part E, were administered 
/ to the sample group, . . ' V’ ' ; '.. p i;>. ' 
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V. Criterion 

/ The criterion uned consists of Production Efficiency Ratings based on the Titan 
Measured Daywork Plan. Under this plan tho Production Efficiency Pating is the 
nonoer of actual hours worked divided into the number of computed standard hours 
of production. A standard hour of production is tho number of items produced in 
a normal hour of production determined by time and motion study or other statistical 
formulae. The standard hours of production for a worker for the day is determined 
dividing the total number of pieces by the standard hour rat-e. The efficiency 
/" rating when checked against a table will indicato the amount of bonus to be paid 
during tho next period. Bonus payments start at 85$ efficiency ond progress to 124$o. 
... ^ this point the worker is profitable to the company and the bonus rate increases. 

Supervisory ratings were also secured. They consisted of a combined rating by the 
Division Foreman and tho Department Foreman. Those ratings wore not uned os they 
included the non— production workers and the lessor experienced workers who wore 
eliminated rrom the final sample., l\ T o effort was made to secure a rerating of those 
in the final sample as it was believed that the final efficiency ra.tings received 
-would servo as an adequate criterion and also because it was believed that .the 
two Foremen were too far removed from the actual operations. The Trimming De- 
portment Foreman supervises almost a hundred workers and the Division For eman 
has additional departments under him. 

The criterion used for the study was tho efficiency ratings for the period August ' 
through November 195®* A few persons included in the sample did not have efficiency 
rating's for this period due to promotions, transfers, or illness and their ratings 
■ were computed from the latest efficiency rating available. The cut-off point be- 
tween superior end satisfactory workers was sot at 125$ efficiency. It i6 at 
this point that the company pays an additional bonus rate. To establish norms for 
predicting success it is necessary to use this cut-off point for superior workers; 
it is necessary to use the combined sample of t-h® various Jobs to determine the 
overall occupational aptitude pattern. 



.To production records are available showing the efficiency of workers on the various 
types of machines which they may have operated,;. In feet during the period August— 
November, all workers worked only on their own machines. The relative values of 
different kinds of shop work have been carefully compared and established. This 
... means a Drill Pr as b Operator with a production efficiency of 125 has the seme 
relative position in his group as a Lathe Operator with. the same production has 
. in his group. It does not mean that the Drill Jfress Operator will have the 
*" ' ' same efficiency if put on lathe work. ‘ ■ 

. ; VI. Statistical and Qualitative Analysis 



Table III shows, the means, standard deviations, Pearson product— moment correla- 
tions with the criterion, and the standard errors of correlation for tho aptitudes 
or the GAT3, Table IV shews the means, standard 'deviations, standardized means, 

1 • standardized standard deviations, Pearson prod.uct*-moment correlations with the 
I .' criterion, and standard errors of correlation for the tests of the OATB. 

| The means and standard deviations, of the aptitudes end standardized means and 

I • standard deviations of the tests are comparable to general population norms 

I with a mean of 100 and a standard deviation of 20, 




TABLE III 



Means (M) , Standard Deviations (cr) , Pearson Product- 
Moment Correlations with the Criterion (r) , and Standard Errors of 
Correlation (cr r ) for the Aptitudes of the CATB 

Turret-Lathe Operator i604,782 
Drill Press Operator 606,782/ 

Punch Press Operator I 615 ,782. . 

N -31 



Aptitude 


M 


cr 


r 


°r 


G Intelligence 

V Verbal Aptitude 
1? ; Numerical Aptitude 
S Spatial Aptitude 
P Form Perception • 

Q, Clerical Perception 
A Aiming 
T Motor Speed 
F Finger Dexterity 

M Manual Dexterity 
. « * 


88.90-5 

23.677 

93-645 

SS.U52 

8U.032 

77-548 

72.065 

77.097 

97.54S 

96.452 


17.609 

13.841 

I9.S65 

17.639 

17.342 

14.836 

19.204 

18.415 

19.650 

19.706 


: 8 ? 

. 31 s 

.048 

.218 

.171 

.425 

.493 

.124 

■>>73 


.164 

.151 

.164 

.182 

.174 •* 

.177 
.150 
.138 
.ISO 
.142 



TABLE' IV 

Means -.(M) , Standard Deviations (cr) , Standardized 
Means (M* ) , Standardized' Standard Deviations (cr 1 ) » Pearson Product- 
Moment Correlations with the Criterion (r) , and Standard Errors 
of Correlation (<J r ) for the Tests of the G-ATB 

; . Turret-Lathe Operator 604,782' 

Drill Press Operator •686,782 ;V 
, Punch Press Operatorl •615,782^ 

' v ;. ;■/ N“3i ly./ \ 



l . . , y-yy/Niy 

j ■ . , • : ' . . \ ; - • 


M 


.cr . 


M*; 


cr 1 


r 


Or 


A 


Tool Matching 


I6.96S 


4. 666 


85 


16 


.305 


.166 


B 


Barae Comparison 


48.548 


14.836 


77 


15 


.171 


.177 


C 


H Markings 


37.710 


7.152 


83 


19: 


.361 


.159' : 


D 


Computation 


23.839 


7.076 


93 


19 


.309 . 


.165 


P- 


Two-Dimensional Si ace 


18. 4 8 4 


2.875 


90 


22 


.072 


.182 


G 


. Speed . ™ / .v J/yy •. 


116.871 


18.845 


82 


IS 


.447 


.146 


H 


Three-Dimensional Space 


13.645 


5.234 


89 


17 


.042 


.182 


' I . 


Arithmetic Reason 


. 6.129 


-3.415 


97 


120 


.316 


.164 


J 


. Vocabulary • ' 


13.3^3 


6.357 


84 


14 


.414 


.151 


K 


Mark Making ' ifZ’-ftT/A-i 1 : 


59.521- 


9.591 


76 


20 


.426 


.149 


1 A 


Form Matching / 


20. 7 lo- 


7.595 


8 b 


19 


.026 


.132 / 


M 


Place •. v 


ss. 521 


7.299 


101 


17 


.446 


.146 


ST 


■ Turn y 


95.SO0 


10.609 


88 


'24 


-.399 


.154 


0 


Assemble . % 


26.903 


4.775 


97 


•• 21 : 


.009 • 


ilS3 


P 


Di aasserable • 


28. 871 


3.220 


106 


18 




.Jill .... 
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IVoa Table III it may be seen that aptitudes (i, II, S. P. and U have the high- 
est mean scores for this sample. All the standard deviations are bolow the^ 

M round ° f alth °' a£h th “ of "Ptitudeo ». A. P, end 



f 1 






S/.. 



?V® °° r !f ela . tio ^ R with the criterion of aptitudes 2 ? and K ere significant at 
■ the «itl”«°et C ?lle 5 n«elt PUtUaeS V 00rrela “ , »tt ; nifieantl y , i th 

The statistical results were analyzed in the light of* significant aptitude 

aatitudes n s S T in ^ i , C 1 Pted in the ** On the basis of all data. 

A ’ and M appear to have the greatest significance for this 

q ».. Whic ^ ha8 * lo y mean ^ * low correlation with the criterion, 
further ® portan ] ; in the job analyses and so was eliminated from 

Ster o b ? n \ Aptitude V has a significant correlation with the 

it wJ aUo^Unl^ted. »» "“•<** Therefore. 

■w^mt n fSthS e nfrL e f 0 l "f < C ° n ° 1<,C ? a ^°" B - th08 ° WtitudSB which appear to 
warrant further consideration are 6 , N, S, A, T, F, and M. 

fciwns ~« 4 * We “ ° eleCtC4 f ° r *» hnal norae for the 

? aS S ,,iean flbd a correlation with the criterion of 315 

of To^lTvtZ S ^ l 8 ^ ti 0 n /f Vi(i0 f ° r thesG ^ is important on* the basii 

of job analysis and discriminates effectively vi thin the sample. 

i^c^eaVno- ■ low for this sample. The standard deviation 

tho^high corrolation^ftf° n hPK aS < homogeneous s , s the general population. However, 
decree of ^ of )i £ 5 with a standard; error of . 1 5 0 indicates a high 

• dairindicatfth'^M 6 *°\*? *?*“** snecosp on the jot. The job analyst , 
ing this aptitude iS r ° quireA: for success on the job. , In analyz 

of the l% ?! t’ ^ .critical score is set eat the mean, it eliminates 10 

thi! aptitude de??n?f f“ x^lT 3 ° f the 13 workers which indicates that 

is also an inrMp n e .?^ between poor and good workers. Thera 

group Le nulS« 2 ^ ^ t ^ t the ex tremely low ’scores of the low efficiency 
the IS Hi -h office 11 the meaa of the sample, on this aptitude. The mean for 
whLa!« Gffici ® n Y workers is 86.273 with a standard deviation of 14.586 
tlon of Th ■'"a? »i° W efficionc y gi’oup is 66.692 with a standard devi a-* 

c-mt at tha " 5*1 Th ? dl £ fer T*? e ^etv/een the melma in 19 . 5 S 6 wnich is signifi- 
deviation^bA^ 1 ®' , ' el * • Por tnis reason, the loy critical score set one standard 
A I ff ! ,, n ° mGan mey not be a elective in the applicant population 

t 8 h"Li?- th r e GeleCteeS ^ indict the need for ^upward ^1- 
CAtod in tL ^ P * 01 '* ■,!?' thih fptitudcV Since the aptitude is indi- 

dl' scriaiinr.t es^ef f rc t i v e 1 v within the^ riuu cri terion . 

the final norms to 
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Aptitude M, with a hi^h mean of 96 and a standard deviation of 20, appears to 
he vary important on the basis of job analysis. Also aptitude U has a corre- 
lation with the .criterion of .473 *ith a standard error of .142.- This indicates * : 
• ar^high degree of significance for success q ( n the job. 

Aptitudes II, S, P, T, and I* were eliminated for the following reasonss 






Q 



Aptitude II, with a high mean and a correlation of .318, was found to have 
some significance in the job analysis, However, it does not appear to be 
as important as aptitudes G, A, and M,. and the inclusion of aptitude U 
decreases the predictive efficiency of these norms. 

Aptitude S, with a mean score of 88 and a standard deviation of 18, has a 
correlation with the criterion of .OUS and a standard error of .182. There 
is some indication of spatial perception in the job analysis data, but this 
is mainly related to the job of Set— up Man. The number of workers in the 
set-up job does not merit a separate measure of this aptitude. The low 
correlation of .048 indicates little or no relationship v/ith job success 
for this sample. • 

Aptitude P with a mean of 84 anda .standard deviation of 17 ia indicated in 
tiie job analysis, bu.‘t it does not appear to be a critical aptitude. The 
lov; correlation of .21S does not indicate much significance for success in 
these jobs. Inclusion of this aptitude would decrease the efficiency of 
the final norms selected. • 



Aptitude I has a high correlation with tjie criterion. However, it has a 
low mean and does not appear important in the Job analysis. The inclusion, 
of aptitude T decreases the predictive efficiency of the norms. ' 

Aptitude P has a high 1 mean ’score. However, this aptitude is not indicated 
strongly in the job analysis. The low correlation of .124 with a standard 
error of .180 does not indicate a significant relationship with the Job. 

On the basis of all the foregoing data, the aptitudes recommended for in- 
clusion in the final norms are G, A, and il; Critical scores we re set one 
sigma below the mean and rounded to the nearest five point level, resulting 
in minimum scores of G-70, Ai-60, and M-75»< In order to evaluate the norms 
by means of the tetrachoric correlation and- chi square techniques, the 
criterion was dichotomized at 125 aa the critical criterion score. At this 
point the worker is profitable to the company and the bonus rate increases. . 
The workers in the high group have been designated an "good workers” and those 
in the’ lov; group as "poor workers.” * ; 



Table V shows the relationship between test noWns consisting of aptitudes 0, 

A, and M with critical scores of 70. 60, and 75* respectively, and the criterion 
with a critical score of 125 for Turret-Lathe vperator •. 604 , 782 * ) Drill Press 
Operator £ 06 , 782 , and Punch Press Operator! 615 . 782 , ' 
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TABLE .V 

v . Relationship between Test Norms Consisting of Aptitudes 0, A, and M . ' 

. ; with Critical Scores of 70. 60, and 7ff. Respectively and 

t . *"■ Criterion with a Critical Score of 125 for Turrot—Lathe Operator 

604.»782 Drill Prose Operator • 06*7B2--’ 81x4 ' * 

. Punch Press Oporatcrlgxs 782 ) .. 






Non-Quftli fy ing' 
Test Scores 


Qualifying 
Test Scoros 


Total 


.Good Yforkers- 


3 


' ’ 15 ’ '' 


IS 


.Poor Workers 


9 


4 


. 13. 


Total 


. 12 ■ 


19 


31 



. r t - .75 ‘ ■ X s - 6,715 

^ ; • | <^.005 



| j . . The tetrachoric correlation coefficient of *75 with’ astandnrd error of .29,. 

j i • ’ and the chi square value of 6. 715 which yiplds a 2 value of less than .005 

i , indicate a high degree of probability thAt the ‘relationship between these 

i ' norms and the criterion is significant for! this sample. ./ 

j ' / < VI!, Conclusions ; •_ 

'5 V • 1. On the basis of all the foregoing- considerations , aptitudes G, A, and m:/,/ 

14 with critical scores of JO, 60, end 7j 5» respectively are recommended ' ; /?|s 
; I : •: as test norms for theBe jobs. ■-/'. -"///; • /•_ 

2. It is further recommended that check studies be conducted on these ' . ;’v;£| 
■\'y . • occupations tp verify these norms, /v, : ; !'/§; 




